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Figure 1
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This instruction sheet provides information on product
application and a maintenance and inspection
procedure for AMPOWER Disconnect Terminal
Crimping Dies listed in the table in Figure 1.

These crimping dies are used to crimp AMPOWER
Quick Disconnect Terminals on wire sizes No. 1/0
through 600 MCM.

Basic instructions on the use of the dies, wire
preparation, etc., are provided in Section 2,
INSTRUCTIONS. Section 3 features a terminal
“Crimp Inspection” procedure, and Section 4 contains
“Maintenance and Inspection Procedures” which will
enable you to maintain a die certification program.

The dies are coated with preservative to prevent rust
and corrosion. Wipe this preservative from the dies,
particularly from the crimping areas.

Fur further instructions relative to the hydraulic power
unit and hydraulic crimping heads, refer to the
instructions packaged with these tools.
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Reason for revision is provided in Section 5,
REVISION SUMMARY.
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1. Select the correct dies for wire size being used.
See Figure 2.

2. Loosen the lock screw in the top section of the
crimping head. See Figure 1.

3. Insert the shank of the stationary die into the top
section of the crimping head and tighten the lock
screw. See Figure 1.
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4. Activate the power unit, advance the ram until
the lock screw is visible

5. Loosen the lock screw and insert the shank of
the moving die into the ram. Tighten the lock
screw. See Figure 1.

6. Active the power unit to complete the cycle and
allow the ram to return to the “Down” position.
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1. Loosen the lock screw in the top section of the
crimping head and remove the stationary die.

2. Advance the ram until the lock screw is visible.
Loosen the lock screw and remove the dies.
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Figure 2
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1. Select the proper size terminals and die set for
the wire size being used. See Figure 2.

2. Strip the wire to the dimensions indicated in
Figure 2.
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1. Ensure the wire size stamped on the terminal
corresponds with the wire size stamped on the
dies.

2. Orient the 1/0 terminal with the dies so the large
slot in the terminal is rotated 30° to 60° from the
vertical as shown in Figure 3A. Orient the 250
MCM and 350 MCM terminals with the dies so that
the large slot in the terminals is rotated 45° from
the vertical as shown in Figure 3A.

3. Position the terminals so the dies are centered
on the wire barrels of the terminals as shown in
Figure 3A.

4. Activate the power unit so the moving die
advances and holds the terminal in place. Do NOT
deform the terminal.

5. Insert a stripped wire all the way into the
terminal wire barrel. Activate the power unit to
complete the crimp.

6. Refer to Section 3 and Figure 5 for crimp
inspection.

Figure 3
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1. Ensure the wire size stamped on the terminal
corresponds with the wire size stamped on the
dies.

2. Orient all terminals with the dies so the large
slot in the terminal is rotated 45° from the vertical
as shown in Figure 3B.

3. First Crimp – Position the terminal so the edge
of the stationary die is aligned with the outer crimp
location mark as shown in Figure 3B(a).

4. Activate the power unit so the moving die
advances and holds the terminal in place. Do NOT
deform the terminals.

5. Insert a stripped wire all the way into the
terminal wire barrel.
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6. Activate the power unit to complete the first
crimp.

7. Second Crimp – Position the terminal so the
edge of the stationary die is aligned with the inner
crimp location mark as shown in Figure 3B(b).

8. Activate the power unit to complete the second
crimp.

9. Refer to Section 3 and Figure 5 fro crimp
inspection.

�� �'!#&!$ �'%���*'�( ��*�" �'!#&� 
�� �$� ��� ���
��'#!$�"( ����)&� ��

1. Ensure the wire size stamped on the terminal
corresponds with the wire size stamped on the
dies.

2. Orient the terminal with the dies so the large slot
in the terminal is rotated 45° from the vertical as
shown in Figure 4A.

3. First Crimp – Position the terminal so the dies
are centered between the crimp marks on the wire
barrel of the terminal as shown in Figure 4B(a).

4. Activate the power unit so the moving die
advances and holds the terminal in place. Do NOT
deform the terminal barrel.

5. Insert a stripped wire all the way into the
terminal barrel.

Figure 4
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6. Activate the power unit to complete the first
crimp.

7. Remove the terminal from the die.

8. Before making the second crimp on the
terminal, it will be necessary to either:

� Turn the terminal around
� Turn the crimping head around
� Turn the die set around

9. Second Crimp – Position the terminal in the die
as shown in Figure 4B.

10. Activate the power unit to complete the second
crimp.

11. Refer to Section 3 and Figure 5 for crimp
inspection.
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Inspect crimped terminals by checking the features
described in Figure 5. Use only terminals meeting the
conditions shown in the “ACCEPT” column.
“REJECT” terminals can be avoided through careful
use of instructions in Section 2, and by performing
regular die maintenance as instructed in Section 4.
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Tyco Electronics recommends that a maintenance
and inspection program be performed periodically to
ensure dependable and uniform terminations. Inspect
dies at least once a month. Frequency of inspection
may be adjusted to suit your requirements through
experience. Frequency of inspection is dependent
upon:

� Care, amount of use, and handling of the dies
� Skill level of the operator
� Presence of abnormal amounts of dust and dirt
� Type and size of products being crimped
� Your own established standards

All dies are thoroughly inspected prior to shipment.
Because of the possibility of damage during
shipment, new dies should be inspected in
accordance with instructions in Section 4 when the
dies are received in your plant.

	��� �$!�&#&"

�� ��
 ���� �������� �� ����� ������� ���
������� ������ �� ���������� �� ��� ��� �������
��������� 
���� �������� ��" ����� �!�������
 ��� �� ��� ��� ������� ��������� �����
" ���������
��� ������" �� ��� ������ ���� ���� ���������"  ���
� ������ ��" ������

	��� �#*,�$ �&*(! +#'&

Visually inspect die closure surfaces for broken,
pitted, or chipped areas. Although dies may gage
within permissible limits, worn or damaged die closure
surfaces are objectionable and can affect crimp
quality. Examples of possible damage to die closure
surfaces are shown in Figure 6.

Figure 6
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Every die set is inspected for proper die closure
before shipment. However, inspection of die closure
for excessive wear is required periodically.
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Figure 7

Die closure inspection is accomplished using
GO/NO–GO plug gages. Tyco Electronics neither
manufactures nor sells plug gages. A suggested plug
gage design and the GO/NO–GO dimensions for plug
gage members are given in Figure 7. The following
procedure is recommended for inspection the die
closure.

1. Clean oil and dirt from the die closure surfaces,
and plug gage members.

2. Assemble and adjust the dies to meet the “gage
dimension” indicated in Figure 8, Detail A.

3. With the dies positioned at “gage dimension”,
inspect the die closure using the proper plug gage.
Hold the gage in alignment with the die closure and
carefully insert, without forcing, the GO member.
See Figure 8. GO member must pass completely
through the die closure as shown in Figure 8,
Detail B.
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Figure 8
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4. Try to insert the NO–GO member. NO–GO
member may enter partially, but must not pass
completely through the die closure. See Figure 8,
Detail B.

5. If the die closure meets the GO/NO–GO gage
conditions, the die closure is considered
dimensionally correct. If the die closure does not
conform with the GO/NO–GO gage conditions,
contact your local Tyco Electronics Representative.
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The crimping dies are not repairable. It may be
advantageous to stock replacement dies to prevent
loss of production time. Figure 9 lists replacement
dies that can be purchased from Tyco Electronics.

 Order additional crimping dies through your local
Tyco Electronics Representative, or call
1–800–526–5142, or send a facsimile of your
purchase order to 717–986–7605, or write to:

CUSTOMER SERVICE (038–035)
TYCO ELECTRONICS CORPORATION
PO BOX 3608
HARRISBURG PA 17105–3608
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� Updated document to corporate requirements
� Added new die part numbers to tables in

Figures 1, 2, 7, and 9
� Changed 500 MCM to 500–600 MCM in all

instances
� Added table to Figure 1
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Figure 9


